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(57) ABSTRACT

A method for producing a bearing assembly for a vehicle seat,
which has a first bearing element (12) and a second bearing
element (16) which can be moved in a movement direction (r)
relative thereto, wherein the first bearing element first
receives the second bearing element, with a large, undefined
play in a play direction (p) which is perpendicular to the
movement direction, and the first bearing element and/or the
second bearing element is later deformed in a plastic manner
by pressurizing in a stamping direction (x) until the first
bearing element and the second bearing element contact each
other without play in the play direction. Before the plastic
deformation, the first bearing element elastically deforms
under reduction of play and the elastic deformation is
reversed after the plastic deformation, so that a defined clear-
ance fit occurs between the first bearing element and the
second bearing element.

10 Claims, 6 Drawing Sheets
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1
METHOD FOR PRODUCING A BEARING
ASSEMBLY AND FITTING FOR A VEHICLE
SEAT HAVING A BEARING ASSEMBLY
PRODUCED ACCORDING TO SAID METHOD

CROSS REFERENCE TO RELATED
APPLICATIONS

This application is a United States National Phase Appli-
cation of International Application PCT/EP2012/062811
filed Jul. 2, 2012 and claims the benefit of priority under 35
U.S.C. §119 of German Patent Application DE 10 2011 108
976.8 filed Jul. 26, 2011, the entire contents of which are
incorporated herein by reference.

FIELD OF THE INVENTION

The invention relates to a method for producing a bearing
assembly for a vehicle, in particular for a vehicle seat, the
bearing assembly having bearing elements which are mov-
able relative to each other in a direction of movement.

BACKGROUND OF THE INVENTION

Producing interference fits, for example in bearing assem-
blies, is costly as low manufacturing tolerances have to be
maintained. Thus, often only complex manufacturing meth-
ods are used or a classification and sorting into tolerance
groups has to be carried out, which is associated with high
logistics and manufacturing costs. If the tolerance groups are
not able to be specifically produced, sorting is not always
possible so that surplus parts are produced which have to be
scrapped. A method for producing a bearing assembly or a
further sub-assembly with an interference fit, in which the
individual components may be produced with high tolerances
and which comprises a step in which the high tolerances are
all compensated is desirable.

A bearing assembly which is produced according to a
method of the type mentioned in the introduction is disclosed
in DE 103 29 237 Al. According to said method, the first
bearing element is provided with an opening which is sur-
rounded by a plurality of material recesses. Deformation
regions are located between the material recesses and the
opening. The second bearing element is configured as a pin,
the direction of movement thereof extending in the peripheral
direction. The first bearing element receives via its opening
the second bearing element. A high degree of clearance is
initially present in the direction of clearance defined by the
radial direction. Then the deformation regions are plastically
deformed so that projections are formed in the direction of
clearance, until said projections bear against the second bear-
ing element entirely without clearance. Due to the absence of
clearance, however, there is the risk that the two bearing
elements jam together.

DE 20 2010 015 171 U1 discloses a bearing assembly in
which on the first bearing element the projections are initially
produced on the opening and then the second bearing element
is inserted by elastic deformation of the projections into the
opening of the first bearing element. Depending on the extent
of'the elastic deformation, there may be the risk that a certain
lack of freedom of movement results.

SUMMARY OF THE INVENTION

The object of the invention is to improve a method of the
type mentioned in the introduction for producing a bearing
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2

assembly and to provide a fitting having a bearing assembly
produced according to said method.

According to the invention, a method is provided for pro-
ducing a bearing assembly for a vehicle, in particular for a
vehicle seat. The bearing assembly has a first bearing element
and a second bearing element which is movable relative
thereto, in a direction of movement. The method comprises
the steps of receiving initially, by the first bearing element, the
second bearing element with a large, undefined clearance (a
clearance larger than a final defined clearance) in a direction
of clearance which is perpendicular to the direction of move-
ment. Subsequent to the step of receiving, one of the first
bearing element and the second bearing element is plastically
deformed by the one of the first bearing element and the
second bearing element being acted upon in a stamping direc-
tion, until the first bearing element and the second bearing
element bear against one another without clearance in the
direction of clearance. After the step of receiving, and before
the step of plastically deforming, the first bearing element is
elastically deformed with the reduction of clearance. After the
plastic deformation the elastic deformation is reversed so that
a defined clearance fit is produced between the first bearing
element and the second bearing element.

According to another aspect of the invention, a fitting is
provided for a vehicle seat, in particular for a motor vehicle
seat. The fitting comprises a first fitting part and a second
fitting part, which may be locked together by means of at least
one locking bar and which are able to be rotated relative to one
another about an axis. The fitting includes a bearing assembly
with a first bearing element and a second bearing element, the
bearing assembly being produced by the method steps
according to the invention as described above. The bearing
assembly has the two fitting parts as the first bearing element
and the second bearing element and/or the second fitting part
as the first bearing element and the at least one locking bar as
the second bearing element.

The elastic deformation of the first bearing element tem-
porarily alters the geometry of the first bearing element for
receiving the second bearing element. If, with the temporarily
altered geometry, the clearance of the bearing assembly is
now eliminated by means of the plastic deformation, i.e. the
bearing elements bear against one another without clearance,
accordingly the temporary alteration to the geometry may be
made reversible, i.e. the elastic deformation may be reversed
in order to produce a defined clearance fit of the bearing
assembly. The extent of the clearance of this clearance fit,
preferably 0.02 to 0.10 mm, depends on the degree of elastic
deformation and may be selected to be minimal (and different
from zero). With an elastic deformation due to flexing of 0.5
mm, for example a clearance of 0.05 mm may be produced.
The different (production) tolerances of the bearing elements
are compensated by the plastic deformation so that the mini-
mal defined clearance is (substantially) independent of the
original tolerances of the bearing elements.

The classification and sorting into tolerance groups are
dispensed with. Costly manufacturing methods are dispensed
with. As aresult, the production is more cost-effective overall.

The elastic deformation is preferably achieved by an
uneven support, in particular a concave or convex support, on
which the first bearing element initially comes to bear at
intervals and/or in a linear manner and subsequently—for
example by means of a stamp or a different type of impinge-
ment—is brought to bear flat against the support, i.e. due to a
corresponding flexing of the first bearing element. If the
impingement is discontinued, the first bearing element
springs back into its original shape—apart from the plastic
deformation.
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The plastic deformation takes place, for example by means
of caulking, preferably along the bearing surfaces of the bear-
ing elements, for example by material being displaced at
displacement points by means of a stamp, and resulting in the
formation of projections. The second bearing element then
bears against the projections of the first bearing element (or
vice versa).

The bearing assembly produced by means of the method
according to the invention may, for example, be an (integral)
component of a fitting as is used in vehicle seats, for example
in order to bring the backrest into positions of use which have
different inclinations or to pivot the backrest into positions of
non-use. The bearing assembly may relate to the fitting parts
which are able to be rotated relative to one another or the
locking bars and the fitting part guiding the locking bars.
Apart from on the backrest such a fitting may also be used at
different points of the vehicle seat, and the bearing assembly
may be used at different points of the vehicle seat or even of
the vehicle. By means of the method according to the inven-
tion, a further interference fit may also be produced with a
defined clearance.

The various features of novelty which characterize the
invention are pointed out with particularity in the claims
annexed to and forming a part of this disclosure. For a better
understanding of the invention, its operating advantages and
specific objects attained by its uses, reference is made to the
accompanying drawings and descriptive matter in which pre-
ferred embodiments of the invention are illustrated.

BRIEF DESCRIPTION OF THE DRAWINGS

In the drawings:

FIG. 1 is a schematic sectional view through a bearing
assembly before the elastic deformation;

FIG. 2 is a view corresponding to FIG. 1, showing the
bearing assembly during the elastic deformation;

FIG. 3 is a view corresponding to FIGS. 1 and 2, showing
the bearing assembly during the plastic deformation;

FIG. 4 is a view corresponding to FIGS. 1 to 3, showing the
bearing assembly after the reversal of the elastic deformation;

FIG. 5 is an exploded view of a fitting according to the
invention;

FIG. 6 is a radial sectional view through the fitting along
the line VI-VI in FIG. 7,

FIG. 7 is an axial sectional view through the fitting; and

FIG. 8 is a schematic view of a vehicle seat.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

Referring to the drawings in particular, a vehicle seat 1 for
amotor vehicle has a seat part 3 and a backrest4 which is able
to be adjusted in the inclination thereof relative to the seat part
3. For adjusting the inclination of the backrest 4, a transmis-
sionrod 7 is rotated manually, for example by means ofa hand
lever 5, said transmission rod being arranged horizontally in
the transition region between the seat part 3 and the backrest
4. On both sides of the vehicle seat 1 the transmission rod 7
engages in a fitting 10 with a connection which is fixed in
terms of rotation (or coupled for entrainment with defined
free travel).

The fitting 10 has a first fitting part 11 and a second fitting
part 12 which are able to be rotated relative to one another
about an axis A. The (imaginary) axis A in the present case is
aligned with the transmission rod 7 and defines the directional
information of a cylinder coordinate system used. The two
fitting parts 11 and 12 may in each case be approximately
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inscribed in a circular disk shape. Both fitting parts 11 and 12
preferably consist of metal, in particular steel, which may be
hardened at least in regions. A clasping ring 13 is provided for
absorbing the axially acting forces i.e. for axially retaining
the fitting parts 11 and 12 together. The clasping ring 13
preferably consists of metal, in particular steel, which is pref-
erably unhardened. The clasping ring 13 preferably has a
substantially planar annular shape but in an alternative
embodiment may be profiled in an L-shape with a cylinder
portion and on the front face with a planar annular portion.

The clasping ring 13 is fixedly connected to one of the two
fitting parts 11 and 12, in the present case in an outer annular
portion to the second fitting part 12, for example, by means of
laser welding or by means of a further fastening technique
known per se. By means of an internal annular portion, which
is arranged in a plane perpendicular to the axial direction, the
clasping ring 13 encompasses the first fitting part 11 option-
ally by the interposition of a sliding ring, in the radial outer
edge region thereof, without hindering the relative movement
of the two fitting parts 11 and 12. Additionally, the inner
surfaces of the two fitting parts 11 and 12 facing one another
are protected from the penetration of foreign bodies and soil-
ing and damage.

The clasping ring 13 and the fitting part 11 or 12 fixedly
connected thereto thus clamp the other of the two fitting parts
11 and 12 which is movable relative thereto. In terms of
construction, therefore, the two fitting parts 11 and 12 (with
the clasping ring 13) together form a disk-shaped unit.

When mounting the fitting 10, the first fitting part 11 is, for
example, fixedly connected to the structure of the backrest 4,
i.e. fixed to the backrest. The second fitting part 12 is thus
fixedly connected to the structure of the seat part 3, i.e. fixed
to the seat part. The assignments of the fitting parts 11 and 12,
however, may also be exchanged, i.e. the first fitting part 11
would then be fixed to the seat part and the second fitting part
12 would be fixed to the backrest. The fitting 10 is located in
the flux of force between the backrest 4 and the seat part 3.

The fitting 10 is configured as a latching fitting in which the
first fitting part 11 and the second fitting part 12 are able to be
locked together, as disclosed for example in DE 20 2009 016
989 U1, the relevant disclosure thereof being expressly incor-
porated in the invention.

The second fitting part 12 has—in the present case four—
guide segments 14 which with straight guide surfaces in each
case guide a locking bar 16 in pairs laterally in the radial
direction. The locking bars 16—in the present case four—are
arranged offset to one another—in the present case respec-
tively by 90°—in an installation space defined between the
two fitting parts 11 and 12. The locking bars 16 are provided
at their radial external end with a toothing which may come
(fall) into engagement with a toothed ring 17 of the first fitting
part 11 configured as a ring gear. If the toothed ring 17 and the
locking bars 16 cooperate, the fitting 10 is locked.

The first fitting part 11 is arranged in a recess of the second
fitting part 12 and is radially outwardly encompassed thereby,
whereby the two fitting parts 11 and 12 bear against one
another. In this case, the radial outer edge region of the first
fitting part 11 is arranged with the toothed ring 17 in the radial
direction between the guide segments 14 and the radial outer
edge region (serving for bearing against the first fitting part
11) of the second fitting part 12. In the case ot high loads, for
example in the event of a crash, the first fitting part 11—after
a deformation—may come to bear with its toothed wheel 17
against the guide segments 14 located closer in the loading
direction, said guide segments having correspondingly (con-
centrically) curved surfaces in the direction toward the
toothed ring 17. This increases the strength of the fitting 10.
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The first fitting part 11 may be mounted in the second
fitting part 12. The relationships, however, could be exactly
reversed, i.e. the second fitting part 12 may be mounted on the
first fitting part 11. In principle, however, both arrangements
are equivalent.

A drive element 21, for example made of plastics material,
is arranged in the center of the fitting 10, said drive element
being rotatably mounted on at least one of the two fitting parts
11 and 12, in the present case the first fitting part 11, more
specifically in a central opening thereof. On both vehicle seat
sides, the drive element 21 is connected fixedly in terms of
rotation or at least coupled for entrainment with the transmis-
sion rod 7 which is inserted into a bore 23 of the hollow drive
element 21. At one end of the drive element 21, in the present
case the end on the second fitting part 12, a fastening ring 24
is provided, said fastening ring in the present case consisting
of'plastics material and being preferably fastened by means of
ultrasonic welding to the drive element 21. The hand lever 5
may be securely clipped to the fastening ring 24, fixedly in
terms of rotation.

An eccentric 27 is located fixedly in terms of rotation or at
least coupled for entrainment on the drive element 21, said
eccentric being arranged in the installation space defined
between the fitting parts 11 and 12. A spring arrangement 35,
for example one or two spiral springs nested together, is
arranged in a central receiver of one of the two fitting parts 11
and 12, in the present case of the second fitting part 12 and in
the present case outwardly supported. The spring arrange-
ment 35 acts on the eccentric 27, in the present case by being
located fixedly in terms of rotation on the inside on the drive
element 21. Such a spring arrangement 35 is disclosed, for
example, in DE 202009 016 989 U1 already cited above or is
disclosed in DE 10 2005 046 807 B3, the relevant disclosure
thereof being expressly incorporated in the invention. The
eccentric 27 acted upon by the spring arrangement 35 acts on
the radially movable locking bars 16 and impinges upon said
locking bars so that they are forced radially outwardly, in
order to engage in the toothed ring 17, whereby the fitting 10
is locked.

A control disk 36 is arranged axially in the installation
space between the locking bars 16 and the first fitting part 11
and in the present case is located fixedly in terms of rotation
on the eccentric 27. The control disk 36 has—in the present
case four—control tracks which in each case cooperate with
a lug 38 of each locking bar 16. The lugs 38 in this case
protrude in the axial direction from the locking bars 16
assigned thereto. With a rotation (by a few degrees) of the
drive element 21—and the eccentric 27 driven thereby and the
control disk 36—counter to the force of the spring arrange-
ment 35, the control disk 36 pulls the locking bars 16 radially
inwards, i.e. out of the toothed ring 17, whereby the fitting 10
is unlocked and the two fitting parts 11 and 12 are able to be
rotated relative to one another about the axis A. The backrest
4 is now pivotable about the axis A in order to adjust the
inclination thereof, i.e. to adopt a different position of use.

In two-door motor vehicles, the access to a rear seat row is
intended to be facilitated by freely pivoting the backrest 4, for
which the unlocked backrest 4 is pivoted to the front from one
of the positions of use into a freely-pivoted position which is
not suitable for seating use. It increases the user comfortifthe
hand lever 5—or a further actuating element—does not have
to be held during the entire free-pivoting movement and in
any case the fittings are only locked in the freely-pivoted
position. To this end, an annular freely-pivoting control ele-
ment 45 is optionally provided in the fitting 10 between the
control disk 36 and the first fitting part 11 about the axis A, as
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6

disclosed, for example, in DE 10 2006 015 560 B3, the
relevant disclosure thereof being expressly incorporated in
the invention.

The second fitting part 12 and the locking bars 16 define a
bearing assembly of the vehicle seat 1 which permits a desired
movement of the locking bars 16 relative to the second fitting
part 12 in the respective direction of movement r thereof. The
second fitting part 12 forms with its guide segments 14 a first
bearing element, the locking bars 16 in each case forming a
second bearing element which is movable relative thereto.

So that the locking bars 16 are able to be moved in the
desired manner and do not jam between the guide segments
14, a defined clearance fit is required and namely with a
minimum clearance perpendicular to the direction of move-
ment r of the locking bars 16 in a direction of clearance p. The
locking bar width b is the dimension of a (or any) locking bar
16 perpendicular to the direction of movement r thereof; i.e. in
the direction of clearance p. The channel receiving the lock-
ing bar 16 between two guide segments 14 is defined by the
edges facing one another of said guide segments 14 guiding
the locking bars 16, and has in the direction of clearance p an
original channel width ¢, which is defined as the spacing
between said edges. In order to achieve the desired defined
clearance, the original channel width ¢, is fractionally larger
than the locking bar width b and namely for all tolerances. In
the prior art, this would require very accurate component
tolerances or classification into tolerance groups and sorting.

According to the invention, the individual parts are pro-
duced with greater tolerances and the desired clearance fit is
adjusted when assembling the fitting 10. In the present case,
the second fitting part 12 is produced with the guide segments
14 so that the original channel width ¢, with tolerances is
considerably larger than the locking bar width b with toler-
ances.

The second fitting part 12 is placed—with its axially out-
wardly facing front face—on a concave support H. With four
locking bars 16, the support H may be curved in a spherical
manner and, with two locking bars 16, in a cylindrical man-
ner. The central point of curvature of the support H is located
in a stamping direction X which in the present case coincides
with the axial direction which is fixed relative to the second
fitting part 12 and which is oriented perpendicular to the
direction of movement r and to the direction of clearance p. As
the second fitting part 12 has a planar front face, it only bears
against the support H at intervals and/or in a linear manner,
namely on the edge, whilst in the center it is spaced apart from
the support H. The locking bars 16 are placed on the support
H between the guide segments 14 (into the channels), before
or after positioning the second fitting part 12, wherein a large
undefined clearance (c-b) is present between the locking bars
16 and the guide segments 14 of the second fitting part 12.

Then a stamp S which is able to be moved in a stamping
direction x is applied to the front face of the fitting part 12,
facing axially inwards, more specifically onto the guide seg-
ments 14. The stamp S applied in the stamping direction x acts
on the second fitting part 12 with a defined force distribution.
Due to the action by the stamp S, the second fitting part 12
deforms elastically and bears flat against the support H, in
other words with surface contact, i.e. the second fitting part 12
flexes elastically. The original channel width ¢, is reduced as
the edges of the guide segments 14 approach one another.
Correspondingly, the clearance is reduced between the lock-
ing bars 16 and the guide segments 14 of the second fitting
part 12.

With increased force of the same stamp S (or alternatively
a further stamp), the guide segments 14 are now locally
deformed plastically and namely at the edges until the guide
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segments 14 of the second fitting part 12 and the locking bars
16 bear against one another without clearance (press fit). To
this end, the stamp S acting on the second fitting part 12 in the
stamping direction x, displaces the material of the guide
segments 14 at least approximately in the direction of clear-
ance p and thus perpendicular to the direction of movement r
of the respective locking bars 16, i.c. in the present case
tangentially to the radial direction. Preferably, the local
impingement and the local plastic deformation takes place in
each case at two displacement points 144 along each edge
facing a locking bar 16 of each guide segment 14, i.e. in the
present case at a total of sixteen displacement points 14d of
the second fitting part 12. A projection 14p facing in the
direction of clearance p (or in the opposing direction) is
formed adjacent to each displacement point 144, said projec-
tion bearing against the locking bar 16. The projections 14p
which have been formed alter the shape of the channel and
define the now effective channel width c,. The effective chan-
nel width ¢, is reduced to the locking bar width b due to the
plastic deformation. The extent of the local plastic deforma-
tion depends on the tolerances originally produced.

As soon as the stamp S is moved back again counter to the
stamping direction X, i.e. the action on the second fitting part
12 is discontinued, the elastic deformation of the fitting part
12 is reversed, i.e. the second fitting part 12 is released from
bearing flat against the support H, so that the front face is flat
again. The plastic deformation of the guide segments 14 is
maintained at the displacement points 144 and the projections
14p but the effective channel width c, is increased relative to
the locking bar width b corresponding to the reversal of the
elastic deformation, i.e. the projections 14p move away again
from the locking bars 16, so that the defined clearance fit with
a clearance of c,-b is produced as desired. The extent of the
increase in the effective channel width ¢, to the final value
thereof depends on the geometry of the support H, and is
substantially independent of the original production toler-
ances.

Alternatively (or cumulatively) to the plastic deformation
of the guide segments 14 of the second fitting part 12, the
locking bars 16 may also be plastically deformed.

The method according to the invention may take place
individually and in succession for each locking bar 16 or at
the same time for all locking bars 16 or at the same time for
locking bars 16 opposing one another in pairs and in succes-
sion relative to the pairs. It is also possible that the defined
clearance fit is only formed on two opposing locking bars 16,
whilst the other locking bars 16 have a looser fit in order to be
able to tilt in a targeted manner as disclosed, for example, in
DE 102 53 054 Al. To this end, for example, only two pro-
jections 14p are formed, said projections being arranged radi-
ally inwardly or diagonally opposing one another.

The bearing assembly produced according to the invention
may also be formed between the two fitting parts 11 and 12 as
bearing elements, wherein the direction of movement r is then
the circumferential direction. To produce this bearing assem-
bly, the first fitting part 11 is placed on a convex support or the
second fitting part 12 is placed on a concave support H and
elastically deformed so that the external dimension of the first
fitting part 11 is increased or the internal dimension of the
recess of the second fitting part 12 provided for receiving the
first fitting part 11 is reduced. The respective other fitting part
12 or 11 is positioned before or after the elastic deformation.
After the elastic deformation, a plastic deformation takes
place at a plurality of displacement points whereupon the
projections are formed in the direction of clearance or in the
opposing direction. Subsequently, the elastic deformation is
reversed, whereby the defined clearance is produced.
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In an alternative variant, not shown, a highly concave sur-
face is used for stamping the guide segments 14. By the
limited elasticity of the guide segments 14, said guide seg-
ments reach their initial state after shaping, in particular a
flatness, but this is not due to the spring-back behavior of the
material. In order to achieve a desired flatness, in particular a
flatness as before the shaping process, an additional calibra-
tion process is required after the shaping process. This pro-
cess step may preferably be integrated in the stamping tool.

In an alternative variant, not shown here, a filling piece is
used for stamping the guide segments 14, instead of the other
fitting part 12 or 11 to be used. Depending on the respective
shaping, the extent of the effective channel width c, is able to
be adjusted in a variable manner by means of the filling piece
after the stamping process.

While specific embodiments of the invention have been
shown and described in detail to illustrate the application of
the principles of the invention, it will be understood that the
invention may be embodied otherwise without departing
from such principles.

The invention claimed is:

1. A method for producing a bearing assembly for a vehicle
seat, said bearing assembly having a first bearing element and
a second bearing element which is movable relative thereto in
a direction of movement, the method comprising the steps of:

receiving initially, by the first bearing element, the second

bearing element with a large, undefined clearance in a
direction of clearance which is perpendicular to the
direction of movement;

subsequent to the step of receiving, plastically deforming

one of the first bearing element and the second bearing
element by the one of the first bearing element and the
second bearing element being acted upon in a stamping
direction, until the first bearing element and the second
bearing element bear against one another without clear-
ance in the direction of clearance;

after the step of receiving and before the step of plastically

deforming, elastically deforming the first bearing ele-
ment with the reduction of clearance; and

reversing the elastic deformation after the plastic deforma-

tion so that a defined clearance fit is produced between
the first bearing element and the second bearing element.

2. The method as claimed in claim 1, wherein, for the
elastic deformation, the first bearing element is placed on a
support and is acted upon by a stamp in the stamping direc-
tion, which is oriented in particular perpendicular to the direc-
tion of movement and to the direction of clearance.

3. The method as claimed in claim 2, wherein the support is
curved in a concave or convex manner.

4. The method as claimed in claim 2, wherein one or more
of the first bearing element placed on the support initially
bears against the support at intervals, and the first bearing
element placed on the support initially bears against the sup-
port in a linear manner, said first bearing element bearing flat
against the support by being acted upon by the stamp.

5. The method as claimed in claim 2, wherein the stamp
carries out the plastic deformation after the elastic deforma-
tion of the first bearing element.

6. The method as claimed in claim 5, wherein the stamp
displaces one or more of material of the first bearing element
and material of the second bearing element at displacement
points, whereby adjacent to the displacement points projec-
tions are formed in the direction of clearance or in the oppos-
ing direction.
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7. A fitting for a vehicle seat, the fitting comprising:
a first fitting part and a second fitting part which may be
locked together by means of at least one locking bar and
which are able to be rotated relative to one another about
an axis
abearing assembly including a first bearing element and a
second bearing element, the bearing assembly being
produced by the steps of:
receiving initially, by the first bearing element, the sec-
ond bearing element with a large, undefined clearance
in a direction of clearance which is perpendicular to
the direction of movement;

subsequent to the step of receiving, plastically deform-
ing one of the first bearing element and the second
bearing element by the one of the first bearing element
and the second bearing element being acted upon in a
stamping direction, until the first bearing element and
the second bearing element bear against one another
without clearance in the direction of clearance;

after the step of receiving and before the step of plasti-
cally deforming, elastically deforming the first bear-
ing element with the reduction of clearance; and

reversing the elastic deformation after the plastic defor-
mation so that a defined clearance fit is produced
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between the first bearing element and the second bear-
ing element, wherein one or more of: the bearing
assembly has the two fitting parts as the first bearing
element and the second bearing element; and the bear-
ing assembly has the two fitting parts as the second
fitting part as the first bearing element and the at least
one locking bar as the second bearing element.

8. The fitting as claimed in claim 7, further comprising
guide segments which movably guide the at least one locking
bar between one another in the direction of movement,
wherein an effective channel width between the guide seg-
ments and a locking bar width of the at least one locking bar
is defined in the direction of clearance.

9. The fitting as claimed in claim 8, wherein the effective
channel width is larger than the locking bar width by the
defined clearance fit in the direction of clearance.

10. The fitting as claimed in claim 8, wherein the guide
segments or the at least one locking bar comprise projections
at a plurality of displacement points, said projections being
formed adjacent to displacement points due to the plastic
deformation and facing in the direction of clearance or in the
opposing direction.



